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Description 

The present invention relates to an extruded net 
bag for packing bulk products and a method for its man- 
ufacture, the method having substantial novel features 
and inventive merit. 

The novel bag is of use partteularty for automatic 
packing of bulk products, especially horticultural prod- 
ucts, in bags having a guaranteed weight and a tamper- 
proof closure. 

The net material can be in the form of threads or in 
laminar form, the result in the latter case being a flat 
structure called Taminette". 

At present, the kind of bags to which the present 
invention refers are made from a tube extruded totally in 
the form of net or with tongrtucSnal net-like strips and 
continuous strips in between, the continuous strips 
being used for information and instructions in accord- 
ance with the "General Standard for Labeling, Display 
and Advertising of Packed Food Products", optionally 
together with advertising material. The strips also of 
course serve as a mechanical reinforcement of the 
bags. 

At present the bags are individually manufactured 
in a process comprising transverse cuts of the previ- 
ously-manufactured net tube, welding along the cut 
edges respective continuous strips of material forming 
the upper part of the bags, punching said strips to form 
cavities for handles, and transverse welding perpendic- 
ular to the axis of the tubular element, thus defining the 
separation between each pair of successive bags. 

A partly-cut line is formed between each pair of 
successive welds bounding the bags, so that individual 
bags can be separated subsequently. After this process, 
the tubular element subjected to the previously-men- 
tioned process is rolled up and the rod is prepared for 
delivery to the packing machines. 

In the system known at present and briefly 
described hereinbefore, there are substantial disadvan- 
tages from the economic point of view, owing to the rel- 
ative complexity of manufacture of the bag as regards 
welding the detachable zones for receiving the handles, 
handling, storage and transport of the rolls of bags, and 
irregularities due to differences In thickness in the roll of 
bags. Other known kinds of bags are also relatively 
complicated to manufacture, e.g. bags with ribbons or 
strips disposed at the edges and in the form of a sheath 
over the closed mouth for the purpose of closing it and 
providing a handle, and other kinds of bags in which the 
components forming the handles are separately joined 
by sewing, riveting or welding. 

The document EP-A-02 13986 discloses a process 
for the manufacture of extruded films of plastic material 
having perforations, with the aim to obtain uniform thick- 
ness in the walls. An intermediate tubular body has 
apertured zones and smooth zones but it is slit length- 
wise by two opposite cuts to obtain two flat films out of 
the tubular body. 



The aim of the bag according to the present patent 
of invention is to obviate the previot^-rnentioned ds- 
advantages by providing a greatly simplified and very 
efficient bag construction and enabling the rolls to be 
5 constructed with very uniform cross-sections, thus facil- 
itating all the . handling operations and reducing the 
space occupied by the rolls of bags. 

The invention is characterised by the features of 
claim 1. 

10 Basically, manufacture of the bags according to the 
present invention is characterised in that a flattened 
tubular structure is formed comprising a number of indi- 
vidual bags separated by welding lines and intermedi- 
ate partially cut Ivies, the mouths of the inri vidua! bags 

is being situated at one side and the bags having a struc- 
ture made up of alternating net-like zones and smooth 
non apertured zones, characterised in that the zones 
ac|acent the mouths are punched to form through aper- 
tures which when aligned form a handle for holding and 

so carrying the bag. To this end. a smooth zone of suffi- 
cient width has to be disposed between the bottom 
edge of the apertures forming the handle and the begin- 
ning of the net zone, where a transverse closing weld is 
made in the automatic fiBing machine to which the rol of 

25 bags is supplied. Preferably the smooth zone between 
the mouth and the edge of the net strip is sufficiently 
wide to adequately combine strength with lightness of 
the bag and so that the width of the zone is sufficient for 
punching the handle apertures, for forming the weld for 

so dosing each bag, and tor guaranteeing the strength of 
the handle zone. 

The bag according to the present invention has a 
construction which can be manufactured in novel man- 
ner and very ecorxxnicaly in the actual packing. 

35 machine, which simply needs to comprise means for 
longitudinally cutting the tube and double welding to 
form two parallel welds which start from the bottom 
edge of the flattened tube and do not reach the opposite 
edge made by the longitudinal cut A partial cut is made 

40 between the aforementioned welds. The welds and the 
cuts preferably extend over 75% of the corresponding 
total dimension of the bag. The method is characterised 
by the following steps: 

45 - Extrusion of the initial tubular element, prefer ably 
with a mixed structure comprising net-like zones 
and smooth non apertured zones, being wider the 
smooth zones correspond rig to the edge for subse- 
quent cutting for forming the mouth of the bag. 

so - The tubular element manufactured with a mixed 
structure of smooth zones and net-like zones is 
rolled and the roll is supplied to the feed means of 
the packing machine Optionally, this step can be 
eliminated if the machine for manufacturing the 

55 tubular bag element is combined and co-operates 
with the packing machina 
• The tube is longitudinally cut along the central fine 
of the wide continuous stnp of the tubular element 
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The adjacent transverse double welds tor laterally 

separating the bags are formed. 

A partial cut Is made between each pair of adjacei rt 

transverse welds corresponding to the sides of tre 

bag. 

The individual bags are fitted. 

One or two transverse wefcte are made in each g 

at the place near the mouth, and 

Openings are simultaneously punched in the tw o 

continuous strips adjacent the side opening, n 

order to form a handle for Ihe bag and an option d 

arcuate or polygonal cut of the top edge. 

As can be seen, bags having the atorementiorK d 
features and constructed in the set of afxementkxH d 
operations result in a great simplification of the man j- 
facture of the bags without adverse effect on the func- 
tional characteristics thereof. 

The bag according to the invention can be varied in 
numerous ways without affecting rts essential nature J is 
defined. For example, the strength of the hancfte zone 
can be improved as aforementioned by irrtroducing a 
second transverse weld ine parallel to and simultane- 
ously with the closure weld and situated between tlte 
openings for the bag handle and the edges of the mouth 
thereof, or the weld can be replaced by limited reinforc &- 
ment zones in linear form or by smal welded areas x 
spot welding or the like. The same applies to the stru > 
ture and arrangement of the handle openings, whi * 
can be given widely varied configurations. 

Variations can ateo be made in the number of 
smooth zones or strips and net-lice zones or stnps, b ut 
preferably there are at least two net zones which a e 
directly opposite one another, La. symmetrica ly 
arranged with respect to the longitudinal plane of the 
bag. 

There now follows a description of a preferred 
errtoodirnent of the bags according to the invention ai d 
of the method of making them. 

Figs. 1, 2 and 3 are respective views in perspective 
of parts of a tubular element which is mixed, l a 
comprises net zones and smooth non apertur xJ 
zones according to the present patent of inventio i; 
Fig. 4 is a perspective view of a roll of a tubular e e- 
ment prepared for welding, filling and completi ig 
the bags; 

Fig. 5 is a perspective view showing the steps of 
transversely welding the roll of bags, and part at 
cutting, filling and completion of the bags; 
Figs. 6, 7, 8 and 9 are respective views in perspc c- 
tive showing the construction of bags with vario js 
anrangements of net zones and smooth non apor- 
tured zones, and 

Figs. 10 and 1 1 are respective views of a complet xi 
bag. 



In the drawings. Fig. 1 shows a tubular etemerri 



comprising symmetrical net-lite zones 2 and 3 and 
upper and lower smooth non apertur ed zones 4 and 5, 
In a version in which the continuous fop strip 4 is much 
wider than the bottom strip, and the netting strips 3 are 
relatively narrow. 

Fig. 2 shows a version in which the tubular element 
has a continuous upper strip 6 wider than the lower strip 
7, and respective lateral strips 8 and 9 which are wider. 

Fig. 3 shows a version in which the tubular element 
has a continuous upper strip 10 wider than fte lower 
strp 11, with lateral pairs of strips which are three in 
number In the drawing, indicating that their number can 
be variable. The drawing shows respective pairs of 
strips 12. 38. 13,39. 14 arid 40. me stn^ forming each 
pair being opposite one another, and separated by nar- 
row smooth non apertured zones. 

After me tubular element 1 has been manufactured, 
it is optionally flattened and rolled into a roll 15 (Fig. 4) 
which is supplied to the packing machine. In one variant 
of the process, the tubular element 1 can be directly 
supplied to the packing machine without the need for 
intermediate rolling, if the machine for rnanufacturing 
the tubular element 1 is associated and co-operates 
with the packing machine. 

The next step in manufacture consists in cutting 
along one side edge of the flattened tubular element as 
shown in Fig. 5, where a cut 16 is made along the top 
edge 17 for foxing the tubular element so as to form the 
strip of bags, using alool conventionaJy represented by 
the reference number 41 . This step, lice the following 
steps, can optionally be carried out in the packing 
machine. 

Next transverse welds are formed in the strip of 
bags as shown In Fig. 5. Each complete transverse weld 
comprises two narrow parallel strips 18 and 19 which 
can optjonaly be replaced by a single strip having the 
same total width. Similarly, a party cut tine 20 is formed 
parallel to the strips 18 and 19 or along the longrtudinal 
axis of Ihe single strip optionally substituted for the 
aforerrierrtioned two strips. The weld fines 18 and 19do 
not reach the top edge 1 7, the result being a continuous 
strp of bags during the subsequent steps, by leaving 
upper zones 21 without a cut. 

During a subsequent step in the actual machine, a 
transfer is made to a station tor filling with fruit or the Ska 
26, using a hopper or similar component 27. Subse- 
quently a transverse weld 28 win be made for sealing 
the bags, and f inaHy the irtividual bags are cut through 
the previously uncut zones marked 21, thus forming 
bags 29 which have been filed with the intended prod- 
uct and have been properly sealed. 

The next step is to punch the holes marked 22 in 
Fig. 5. These holes are near the top edge 17 of the row 
of bags. The shape and arrangement of the punched 
zones 22 can be widely varied within the aims of the 
present invention; they can have a half -open structure 
as shown in the drawing or a completely open structure 
in which the punched laminar zone is completely sepa- 
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rated. The aforementioned openings are normally d£ 
posed sufficiently near the edge 17, but &o as to lea 
sufficient space for the optional upper transverse wet: 
However, the width of the upper border of mated ; 
between the punched holes and the top edge 17 shou | 
provide sufficient strength lor holding arid cairyirig eacf f 
individual bag. 

Numerous variants can be made without departirl 
from the scope of the invention. For example a secor i 
transverse weld 30 can be made between the top ed( 
of the punched holes and the mouth of the bag, or cii 
optionally be replaced by spot welds or limited are* i 
e.g. in the immediate neighbourhood of the punch* < 
holes, to give greater strength to the handle zone. 

The sealed bag wil have the structure shown 
Figs. 10 and 11 where, as can be seen, the bag asserji 
bty 31 has upper punched holes 32 serving asl handk i 
and a transverse sealing weld 33 and a wich nettir ; 
zone 34 and a smooth bottom zone 35. As p evious ) 
stated, the net zone 34 can be replaced by pars of n s 
zones paralel to one another or in any desired arrange 
ment. The fruit 36 in the bag is enclosed at the top tjj 
the transverse sealing weld 33. 

Other variants of bags are shown in Rgi 6 to 
showing bags 23, 24. 25 and 37 with one or n tore nek 
like strips and a top edge with or without a secc nd wety 
The top edge can be punched in a curved, pergonal 
other shape during the operation when the| nand^E 
opening is made. 

Claims 



1. An extruded net bag for packing bulk 
formed by a portion of a flattened tubular 
(1) having artemating smooth non aperture^ 
(4, 5) and net zones (2, 3), characterized 
smooth zones adjacent at least that edg< i 
the flattened tube in which the mouth of the 
been formed, the bag having one or two 
welds (28. 30, 33) in the zones adjacent 
mouth, the welds being parallel to the 
bag and defining a zone bearing punched 
(22, 32) in both sides of the bag and torjning 
opening serving as a handle. 

2. An extruded net bag according to claim 1, cnarac 
tensed in that the sides of the bag are forrhed wit i 
welds (18, 19) which extend from the bottcm edg i 
to the smooth top edge without reaching th^ mouth. 



) mouth 



An extruded net bag according to claim 2, 
terised in that the lateral welds (18. 19) 
approximately 75% of the corresponding 
of the bag. 



A method of manufacturing extruded net bags fair 
packing bulk products according to claims 1 to 3 , 
cornpri&ing the initial extrusion of a tubular jErfemerf 
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6. A method 
that at 
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a 



(1) of synthetic material with alternating smooth 
;, non ape rtured strips (4, 5) and net-like or cornbiried 
larnriettt strips (2. 3), characterised in that ihetube 
so as to leave smooth zones adjacent at 
folded edge (1 7), after which the flattened 
dement is transferred to the machine for 
horticultural products and in which the fol- 
c Derations are performed: a cut (16) along 
side edge corresponding to a smooth border, a 
tfansverse weld (18, 19) for laterally bound- 
bags, a partial intermediate cut (20) 
the transverse welds, fating the bags, 
the mouth (28, 30, 33), punching in the 
accent the open edges to form through 
32) on both sides of the flattened eie- 
thus form the handle, and separation of 
via the partial cuts (20). 



(2 2. : 
arid 



according to claim 4, characterised in 
transverse double weld (18, 19) does not 
edge of the mouth of the bag but leaves a 
tor breaking at the end of the process. 



ihe 



specrfi; shape 



according to claim 4, characterised In 
same time as the handle opening is 
a cut can be made by punching to obtain 
of the upper edge of the bag. 



FpentanspJuche 

Ein extrucfierter Netzbeutel zum Verpacken von 
Schuttgutern, der aus ein em Teil eines abgeflach- 
ten. rohrfcVrrtigen Elementes (1), das abwechselnd 
glatte, nfoht geoffnete Zonen (4, 5) und Netzzonen 
(2. 3) hat gebfldet ist, dadurch gekennzeichnet, 
da6 er glatte Zonen hat, die wenigstens an den 
Rand (17) des abgeflachten Rohres grenzen, in 
demdie Offhung gebildet worden ist daB der Beu- 
tel eine Oder mehrere, querverlaufende SchweiB- 
nahte (28, 30, 33) in den Zonen, die an die 
Beutefoffnung grenzen, hat und daB die Schwei fi- 
nable, die paralel zu der Offhung des Beutels ver- 
taufen, eine Zone def inieren, die gestanzte Zonen 
(22, 32) an beiden Serten des Beutels tragi, und 
eine Ofmung bflden, die als Griff dient 

Der extrudierte Netzbeutel gemaB Anspruch 1., 
dadurch gekennzeichnet daB die Serten des Beu- 
tels mrt SchweiBnahten (18, 19) gebildet sind, die 
sich vom unteren Rand zum glatten oberen Rand 
erstrecken, ohnedie Offnung zu erreichen. 

Der extrudierte Netzbeutel gemaB Anspruch 2., 
dadurch gekennzeichnet. daB sich die lateralen 
SchweiBnahte (18, 19) Ober annahernd 75 % der 
errtsprechenden GroBe des Beutels erstrecken. 

Eine Methode zur HersteBung extrudierter Netz- 
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beutei zum Verpacken von SctiQttgutemgernaBder 
AnsprOche 1 bte 3., die das Antangsextrudieren 
eines rohrformigen Elementes (1) aus einem syn- 
thetischen Material mit abwechseind glatten, nicht 
geoffneten Straiten (4, 5) und netzahnlichen oder 5 
kornbinierten Larrfnettetrerfen (2, 3) umfeBt, 
dadurch gekennzektinet. daB das Rohr abgef lacht 
ist, um gtatte Zonen, die wenigstens an einen gefal- 
teten Rand (17) grenzen. zu belas&en, worauf das 
abgef techte. rohrformige Bement zu der Maschlne 10 
zum Verpacken der Qartenbaiixodukte QberfOhrt 
wird und die folgenden Arbeitsgange durcngefGhrt 
werden: ein Schnitt (16) entlang des Seitenrandes, 
der einer glatten Karrte entspricht, eine quervertau- 
fende OoppetschweiBnaht (18. 19) zum lateralen 15 
Begrenzen der Beutei, ein teawetser Zwtscherv 
schnitt (20) zwtschen den querverlaufenden 
SchweiBnahten, FQllen des Beutels, SchweiBen 
der Offnung (28, 30, 33), Stanzen der Zonen, die an 
den offenen Random liegen. um durchgehende so 
Offnungen (22, 32) an beiden Serten des abge- 
flachten Elementes und auf diese Wetee den Griff 
zu bilden, und Trennung der Beutei uber die teilwei- 
sen Schnrtte (20). 

25 

5. Die Methods gemaB Anspruch 4., dadurch gekenn- 
zektinet, daB die querverlaufende DoppetechweiB- 
naht (18, 19) nicht den Rand der Offnung des 
Beutels erreicnt aber eine freie Zone zum Abbre- 
chen am Ende des verfahrens la 81 so 

6. Die Methode gemaB Anspruch 4., dadurch gekenn- 
zeichnet, daB zum sefcen ZeHpunkt an dem die 
Griff offnung gestanzt wird, ein Schnitt beim Stan- 
zen gemacht werden karm, um eine spezrfeche 36 
Form am oberen Ende des Beutels zu erhalten. 

Revendicatlons 

1. SacenfHetextajdepourl'ent>attagedeproduitsen 40 
vrac, forme par une portion d'element tubuiaire 
aplatie (1) presentanf des zones non ouvertes is- 
ses en atternance (4. 5) et des zones nettes (2, 3), 
caracterise parte fait de presenter des zones lis&es 
conttgues au moins au bord (17) du tube aptati 4S 
dans lequei P embouchure du sac a ete formee, le 
sac presentant une ou deux soudures transversa- 

les (28, 30, 33) dans les zones contgues a 
I'embouchure du sac, les soudures etarrt parallel es 
a r embouchure du sac et defintssant une zone por- so 
tant des parties perforees (22. 32) des deux cote du 
sac et formant une ouverture servant de poignee. 

2. Sac en filet extrude sekn ia revendication 1 , carac- 
terise en ce que les coles du sac sort formes de ss 
soudures (18. 19) qui s'etetidentapartir o^j bordde 
fond vers te bord de sommet It&se sans atteindre 

r embouchure. 



3. Sac en f«)at extrude seton la revendication 2, carac- 
terise enjce que les soudures laterates (18. 19) 
: s'etendeijt sur environ 75 % de la Dimension cor- 

respondarrte du sac. 

4. i Precede de fabrication de sacs en filet extrude pour 
: errxjeJIagi de produrts en vrac seton les revendica- 
[ tions tap, comprenant rextrusion initiate cTun ete- 
; mem tubjutaire (1) en materiau synthetique avec 
i des bancjes non ejourees lis&es afternees (4. 5) et 
des banojes en forme de filet au de lamefles oornbi- 
nees (2, 3), caracterise en ce que le tube est apiati 

: de faconj a latsser des zones lisses conbgues au 
rnoins a tin bord plie (17) apresquoi I'element tubu- 
iaire aptem est transfer© a la machine pour emballer 
; des prccjuits horticoles et dans lequei les opera- 
. tions suiyantes sent effectuees : une coupe (16) le 
I long du bord lateral oxrespondant a un bord lisse, 
une double soudure transversale (18, 19) pour 
: retier lat^ralement les sacs, une coupe interroe- 
: rJaire pajrtieUe (20) entre les soudures transversa- 
: les, le fernptissage des sacs, la soudure de 
I'errtboudhure (28, 30, 33), la perforation dans les 
zones cAntigues au bord ouvert pour former des 
; trous traWsants (22. 32) des deux cotes de I'ele- 
: rnent apijati et former ainsi la poignee et la separa- 
tion de$| sacs par rintermediaire de coupes 
particles (20). 

5. Procedelselon la revendication 4, caracterise en ce 
que la 'double soudure transversals (18, 19) 
n'atteint bas le bord de rembouchure du sac mais 
taisse urje zone libre pour la rupture a la fin du pro- 
cede. 1 

6. ; Procedelselon la revenrJcatfon 4, caracterise en ce 
; qu'en meme temps que Ton perfore I "ouverture de 
; la poignde, on pratique une coupe par poincortnage 
: pour objenir une forme specrfique du bord supe- 

rieurdusac. 
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FIG. 3 
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FIG. 4 
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